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ABSTRACT : 

PURPOSE: To produce a golf ball having good appearace by 

f ormin g^ the who le ■* 

or part of a mo ld from a porous material having 
three- dimensional fine~"~™~~ 

communication holes so that the communication holes can 
communicate with a 

cavity space to make air entraining inferiority hard to 
generate . 

CONSTITUTION: In a golf ball producing mold 1 having a 
hollow spherical 

cavity 2 formed therein, the whole or part of the lower 
mold lb of the mold 1 

is formed from a porous material 11 having a 
three-dimensional fine 

communication holes so that the communication holes can 



COUNTRY 
N/A 



communicate with the 

space of the cavity 2. By this constitution, air in the 
cavity 2 can be 

certainly and smoothly discharged to the outside and air 
entraining inferiority 

is hard to generate and a golf ball having good appearance 
can be molded. 

Since the golf ball molded using this mold 1 has a satin 
like surface by the 

porous material 11, when painting is applied to the golf 
ball after molding, a 

surface reoughening process can be omitted or simplified 
and the close 

adhesiveness of a coating film is good. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused, by the use of this translation. 

2 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] this invention — the metal mold of a golf ball — the golf ball manufacture which 
enabled it to discharge the air in a cavity smoothly ~ public funds — it is related with the manufacture 
method of type and the golf ball using this 
[0002] 

[Description of the Prior Art] When injection molding of the covering of a golf ball was carried out 
conventionally, metal mold as shown in drawing 13 was used. That is, one in drawing is the metal mold 
which consists of punch la and female mold lb, and when these upper -and-lower-sides types la and lb 
join possible [ separation ] mutually, the cavity 2 of a hollow spherical is formed in the interior, the 
support-pin insertion which 3 is a support pin and was drilled by the fluctuated types la and lb, 
respectively — it is arranged possible [ an attitude ] in a hole 4, and a core 5 is supported at the time of 
the advance by the side of a cavity 2 6 [ moreover, ] ~ the object for degassing — it is a hole and the 
lock-pin 7 is arranged in this hole 5 

[0003] When carrying out injection molding of the covering of a golf ball using such metal mold, where 
a core 5 is held in a cavity 2, join the fluctuated types la and lb, and a support pin 3 is made to advance 
to a cavity 2-way, and a core 5 is supported in the center section in a cavity 2, the time of injecting and 
introducing a covering molding material into a cavity 2 (gap 8 on a cavity side and the front face of a 
core) in this state, and a covering molding material being filled with the inside of this gap 8 — a support 
pin 3 — support-pin insertion — it is made to leave in a hole 4 and covering is fabricated in this case, the 
time of a covering molding material being introduced in this gap 8, as for the air in a cavity 2 (gap 8) ~ 
the above-mentioned object for degassing - the crevice between a hole 6 and a lock-pin 7 and a support 
pin 3, and support-pin insertion — it is discharged outside through the crevice between holes 4 
[0004] However, the above-mentioned gaps are 2 / about 100 - 4/1 00mm, and if it is made larger than it, 
the problem of generating of a barricade will produce them. Therefore, the top narrow in this way, since 
there were few crevices, the above-mentioned crevice was what the air in a cavity cannot escape from 
easily and poor weld and the defect containing air tend to generate. Therefore, if an injection pressure 
must be made high for pouring in a resin if deflation is bad, and an injection pressure was made high in 
this way, when it would be easy to generate a barricade, the big mold locking force was required. 
Moreover, when the injection speed was made quick, air had not fallen out, it was easy to produce poor 
weld and the defect containing air, and, for this reason, fabrication of thin covering was difficult. 
[0005] although metal mold as shown in drawing 14 was used on the other hand when a dress golf ball, 
a two-piece field core, a spool pin center,large ball, etc. were fabricated with press cure ~ this time — 
metal mold — in order to make it air **** not arise in a cavity 2 — the brewing weight of a molding 
material — a mold-goods weight — many ~ carrying out — metal mold — making [ many ] the flash of 
the excessive molding material out of a cavity 2 is performed However, this method had much futility of 
a molding material, moreover, metal mold - although bumping operation which opens a mold slightly 
during the start of vulcanization or vulcanization for the air vent in a cavity 2 might be performed, such 
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bumping operation was what is easy to damage the heat insulation plate attached in the heating plate 
[0006] Moreover, although covering fabrication was performed having covered the spool core with 
hollow semi-sphere-like covering material (half cup), and having put after ****, temperature, and the 
pressure when covering of a spool golf ball was pressed Even if many air is contained in the core of a 
spool golf ball, and also air exists also in the crevice between metal mold with a dimple and it performs 
the above operations for this reason the air which expands with the temperature when carrying out 
covering with a mold ~ metal mold — it was what it is not fully discharged from a cavity but the defect 
containing air tends to generate inside a covering front face or covering Moreover, although air was not 
usually contained in the core in the case of compression molding of covering of a solid golf ball, when 
the configuration of the molding material which the defect containing air may produce similarly and will 
be paid to a cavity in this way if the configuration of a half cup or a core and a size are not suitable was 
not taken into consideration, it was what the defect containing air tends to generate. Moreover, even 
when the defect containing air did not occur, the discoloration by gas burning might arise. 
[0007] that by which this invention was made in view of the above-mentioned situation ~ it is - metal 
mold - the golf ball manufacture which can fabricate the golf ball which the air in a cavity can be 
discharged outside certainly and smoothly, and it is hard to produce the defect containing air etc., and 
has good appearance ~ public funds - it aims at offering the manufacture method of type and the golf 
ball using this 
[0008] 

[Means for Solving the Problem] In type in order that this invention may attain the above-mentioned 
purpose - the interior of I. — hollow - the golf ball manufacture which forms a spherical cavity ~ 
public funds - the above ~ the whole metal mold or a part ~ a three-dimensions detailed free passage - 
the porous material which has a hole — this free passage - the golf ball manufacture characterized by a 
hole forming in cavity space possible [ a free passage ] - public funds ~ the interior of type and II. 
hollow, while forming a spherical cavity In type the golf ball manufacture which prepared the support 
pin which supports the core arranged in this cavity possible [ an attitude ] ~ public funds - In the 
method of supplying the molding material for type III. golf balls in the cavity of metal mold, and 
manufacturing a golf ball the above-mentioned support pin ~ a three-dimensions detailed free passage - 
the golf ball manufacture characterized by forming by the porous material which has a hole - public 
funds - the above - the manufacture method of the golf ball using the metal mold of Above I or II as 
metal mold is offered 

[0009] In this case, the following can be used as a suitable embodiment of the metal mold of Above I. 
I-i Meta l mold of I which formed the whole metal mold by the above-mentioned porous materi al. 
I-ii Metal mold of I-i which turns outside the porous material of two or more layers which has the 
detailed run through-hole of a mutually different aperture, and was made to carry out a laminating one 
by one from the cavity side. 

I-iii Metal mold of I which carried out the laminating of the surface layer which consists of nonvesicular 
material which formed the breakthrough or the slit on the cavity side front face of the subject which 
consists of this porous material while forming the subject of metal mold by the above-mentioned porous 
material. 

I-iv Metal mold of I-iii which prepared the opening section through the support object between the 
subjects which consist of a surface layer which consists of the above-mentioned nonvesicular material, 
and the above-mentioned porous material. 

I-v Metal mold of I which carried out the laminating of the surface layer which consists of the above- 
mentioned porous material on the cavity side front face of this subject while forming the subject of 
metal mold by the nonvesicular material which prepared two or more air holes. 
I-vi Metal mold of I-v which prepared the opening section through the support object between the 
subjects which consist of a surface layer which consists of the above-mentioned porous material, and the 
above-mentioned nonvesicular material. 

I-vii Metal mold of I which carried out the laminating of the interlayer who consists of the above- 
mentioned porous material on the cavity side front face of this subject, and carried out the laminating of 
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the surface layer which consists of nonvesicular material which formed the breakthrough or the slit on it 
further while forming the subject of metal mold by the nonvesicular material which prepared two or 
more air holes. 

I-viii Metal mold of I which was filled up with the middle aeration section which turns into the opening 
section which carries out the laminating of the surface layer which consists of nonvesicular material 
which formed the breakthrough or the slit through support material on the cavity side front face of this 
subject while forming the subject of metal mold by nonvesicular material, and is formed between the 
above-mentioned subject and a surface layer from the above-mentioned porous material, and prepared 
the air hole which is open for free passage with this middle aeration section in the above-mentioned 
subject. 

I-ix Metal mold of I filled up with the aeration section which consists of the above-mentioned porous 
material in the above-mentioned air hole while forming the whole metal mold by the non-aeration 
material which prepared the air hole. 
[0010] In addition, porous materials, sucl^aj^aJ^oanx^J^ 

powder, a thermal-spraying object, a metal, or a ceramic, can be used for a porous material. 
[0011] 

[Function] golf ball manufacture of this invention — public funds — type ™ above ~ the whole metal 
mold or a part ~ three dimensions ~ a reticulated detailed free passage — since it formed by the porous 
material which has a hole - metal mold -- the exhaust port which discharges the air in a cavity outside ~ 
metal mold - a large number can be prepared in a cavity side, and, for this reason, the air in a cavity can 
be discharged certainly and smoothly outside 

[0012] In this case, with the metal mold of the above-mentioned I-i, I-ii, I-v, and I-vi, a countless air 
exhaust port can be formed especially. Moreover, the golf ball front face fabricated using such metal 
mold has the good adhesion of a paint film [ as opposed to / since it is formed in the shape of crepe of 
the above-mentioned porous material, while being able to skip or simplify the process which faces / 
painting after golf ball fabrication, and / and split-face-izes a front face, even if it does not perform this 
split-face-ization / a golf ball ]. 

[0013] Moreover, even if it forms many breakthroughs and a slit in this way, metal mold does not have a 
possibility of making it brittle, either, while these are certainly open for free passage to a porous 
material, therefore the surface layer which consists of nonvesicular material in which the breakthrough 
or the slit was formed in the case of the metal mold of I-iii, I-iv, I-vii, and I-viii can form many 
breakthroughs and a slit, even if it forms many breakthroughs and slits, since it is supported by the 
porous material. 

[0014] Furthermore, in the metal mold of I-ix, since the interior is filled up with a porous material even 

if it can enlarge the aperture of an air hole and moreover forms many large air holes of an aperture in 

this way while being able to form many air holes, metal mold does not make it brittle. 

[0015] furthermore, the case where a support pin is formed by the above-mentioned porous material - 

the air in a cavity « a support pin and support-pin insertion ~ since it is not only discharged from the 

crevice between holes, but is discharged from the support pin itself, air eccrisis nature is good 

[0016] And the golf ball fabricated using such metal mold does not have a defect containing air etc., and 

its appearance is good. 

[0017] 

[Example] Hereafter, the example of this invention is explained with reference to drawing 1 - drawing 
12 . In addition, in each drawing, the reference mark same about the same component part as drawing 13 
is attached, and only female mold is shown in each drawing. 

[0018] [Example] Drawing 1 forms the whole female mold lb by the porous material 1 1 which has a 
three-dimensions detailed run through-hole. Moreover, although drawing 2 forms the whole female 
mold lb by this porous material 1 1, it carries out the laminating of smallest material 1 la of a detailed 
aperture, material 1 lb of middle [ aperture / detailed ], and the material 1 lc with the largest detailed 
aperture one by one towards an outside using the porous materials 11a, lib, and 11c of three sorts of 
mutually different detailed apertures from a cavity 2 side. In addition, the built-up sequence of these 
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materials 1 la, 1 lb, and 1 lc is not necessarily limited to this. Thus, it is not necessary to prepare an air 
hole in female mold lb by forming the whole female mold lb by the porous material 11. 
[0019] Here, the above-mentioned porous material can be formed by porous materials, such as a sintered 
compact sintered and obtained so that a detailed run through-hole might produce a metal powder and 
ceramic powder in three dimensions, a thermal-spraying object acquired by carrying out thermal 
spraying of such a metal powder or the ceramic powder, a metal foam, and a ceramic foam, in this case, 
a cavity front face as shown in 1 1 of drawing 1 ~ a detailed free passage — what the hole has exposed — 
a detailed free passage ~ preferably, the aperture of a hole is 5-15 micrometers, if an aperture is too 
large, fear that appearance is poor will arise, and 10 micrometers or less of clogging will tend to 
generate it, if an aperture is too small On the other hand about what the detailed run through-hole has not 
exposed on a cavity front face as shown by 1 lb and 11c although it is the same as that of the above 
which was shown by 1 la of drawing 2 , the aperture may exceed 20 micrometers, and the distributivity 
of air has the good one where an aperture is larger rather. Therefore, air can be discharged more 
effectively, preventing generating of a barricade etc. by enlarging the aperture of a detailed run through- 
hole one by one, as shown in drawing 2 . 

[0020] Thus, since drawing 1 and the example of 2 can form a golf ball in the shape of crepe by forming 
a cavity side by the above-mentioned porous material, they can omit or simplify the surface split-face- 
ized processing for paint, and are good. [ of adhesion of a paint film ] 

[0021] Drawing 3 carries out the laminating of the surface layer 13 which consists of nonvesicular 
material by which many breakthroughs or slits 12 were formed on the cavity side front face while 
forming subject lb' of female mold lb by the above-mentioned porous material 1 1. In this case, the 
usual golden die materials can be used as the above-mentioned nonvesicular material, and 100 
micrometers or less of sizes of a breakthrough or a slit 12 (the aperture of a breakthrough, width of face 
of a slit) are 40-10 micrometers preferably from the point of barricade generating prevention. Moreover, 
drawing 4 is the thing which the laminating of the surface layer 13 was carried out [ thing ] to subject lb' 
through the support object 14, and made the opening section 15 intervene between subject lb' and a 
surface layer 13 in the example of above-mentioned drawing 3 . Thus, by formation of the opening 
section 15, the air discharged from the breakthrough or the slit 12 is diffused in this opening section 15, 
and air is discharged outside from the latus part of the porous material 1 1 of subject lb'. In addition, 
drawing 3 and in 4, it is not necessary to prepare an air hole in female mold lb (subject lb'). 
[0022] Since a front face can fabricate a smooth golf ball substantially unlike the example of examples 1 
and 2, in such a case, these drawing 3 and the example of 4 are advantageous. Moreover, when a cavity 
side carries out clogging, on the occasion of pin processing or gate processing, there is also an advantage 
of being able to process it easily by being able to clean more easily, and using tough material, such as a 
metal, as a nonvesicular material, while it is advantageous on a maintenance. 

[0023] While drawing 5 forms subject lb' of female mold lb by the nonvesicular material which formed 
two or more air holes 16 The example which carried out the laminating of the surface layer 13 which 
consists of the above-mentioned porous material on the cavity side front face of this subject is shown, 
and in the example of drawing 5 , drawing 6 carries out the laminating of the surface layer 13 to subject 
lb' through the support object 14, and shows the example between which the opening section 15 was 
made to be placed between subject lb' and a surface layer 13. 

[0024] Moreover, drawing 7 is the example in which the surface layer 13 which consists of nonvesicular 
material which formed the interlayer 17 who consists of the above-mentioned porous material on the 
cavity side front face of this subject, and formed many breakthroughs or slits 12 on it was formed while 
forming subject lb' of female mold lb by the nonvesicular material which formed two or more air holes 
16. 

[0025] Furthermore, while drawing 8 forms subject lb' of female mold lb by nonvesicular material The 
laminating of the surface layer 13 which consists of nonvesicular material which formed the 
breakthrough or the slit 12 through the support object 14 on the cavity side front face of this subject lb' 
is carried out. And it is filled up with the middle aeration section 18 which turns into the opening section 
formed between above-mentioned subject lb' and a surface layer 13 from the above-mentioned porous 
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material 11, and this middle aeration section and the air hole 16 open for free passage are formed in 
above-mentioned subject lb'. 

[0026] Drawing 9 is filled up with the aeration section which consists of the above-mentioned porous 
material 1 1 in these air holes 16 while it forms the whole female mold lb with the nonvesicular material 
which formed two or more air holes 16. 

[0027] Drawing 10 shows another example of this invention, and this example forms a support pin 3 by 
the above-mentioned porous material. 

[0028] In addition, in the example mentioned above, although only female mold was shown, a punch as 
well as the above can be constituted and metal mold of a multiple rate can also be further considered as 
the same composition, moreover, the above — metal mold is applicable also to any fabrication of 
injection molding, press cure fabrication, etc., and, in the case of injection molding, can do the thing of 
arranging a support pin like drawing 10 , corresponding to the fabricating method In this case, in the 
example of drawing 1 -9, when a support pin is arranged, a support pin can be formed by the above- 
mentioned porous material, in addition — again — the above — metal mold is applicable to any 
fabrication of solid golf balls, such as a dress and a two-piece, and a spool golf ball, especially suitable 
for fabrication of covering 

[0029] the above — although metal mold can be used like the usual metal mold — this case — the air in a 
cavity — the detailed free passage of the above-mentioned porous material a hole — a passage — 
further — drawing 1 1 — having been shown ~ as — metal mold ~ it is discharged outside from the 
flueway 20 of equipment 19 in addition, it was shown in drawing 12 ~ as -- metal mold ~ if equipment 
19 is formed by the above-mentioned porous material 1 1, formation of a flueway 20 can be omitted 
[0030] the metal mold of this invention — injection molding — public funds — when it uses as type, 
while the air (gas) omission in a cavity becomes good and poor weld and the defect containing air 
decrease for this reason, low voltage injection and a low voltage mold clamp become possible While a 
barricade decreases, the after treatment for removing a barricade can be omitted or simplified by this and 
the defect in this process dies, when factors, such as dispersion in a jump of the golf ball by post 
processing, also decrease and quality improves, a post-processing facility can be cut down. Furthermore, 
since fabrication of thin covering becomes easy by low voltage injection and the low voltage mold 
clamp and the residual stress of a resin (molding material) can be reduced, deformation of a ball 
decreases, the endurance of a ball becomes good, and, moreover, the life of metal mold and a making 
machine is extended. 

[0031] moreover, the press cure of a one-piece ball, a two-piece core, and a spool pin center,large ball ~ 
public funds ~ when it is used as type, while being able to abolish the defect containing air and being 
able to reduce the defect and poor product in the following process, a brewing weight can be lessened, 
the futility of a molding material can be excluded, bumping operation for degassing becomes 
unnecessary, and there is an advantage, like the regulation on the configuration of brewing material 
softens 

[0032] Furthermore, there is an advantage of the defect containing air being abolished, the regulation on 
the configuration of covering being able to soften, conditions, such as temperature with a mold, being 
eased, and a brewing weight being lessened, and being able to lessen futility of material by using the 
metal mold of this invention, when fabricating golf ball covering by compression forming. 
[0033] In addition, a forming ball can be easily unmolded from female mold by the pressure of this 
pressurization air female mold lb of drawing 1 -4 or subject lb', and by connecting air supply 
equipments, such as a blower, with the air hole of drawing 5 -8, the aeration section of drawing 9 , and 
the support pin of drawing 10 , respectively, turning pressurization air to a cavity and sending it, when a 
punch is removed after a forming end. 
[0034] 

[Effect of the Invention] according to this invention ~ metal mold - the air in a cavity can be discharged 
outside certainly and smoothly, for this reason, it is hard to produce the defect containing air etc., and 
the good golf ball of appearance can be manufactured certainly 



http://www4.ipdl.j po.go.j p/cgi-bin/tran_web_cgi_ejj e 1 2/1 3/03 



Page 6 of 6 



[Translation done.] 



http ://www4 . ipdl j po. go.j p/cgi -bin/tran_web_cgi_ej j e 



12/13/03 



Page 1 of 1 



* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused fc>y the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the cross section showing the 1st example of this invention. 

[Drawing 2] It is the cross section showing the 2nd example of this invention. 

[Drawing 3] It is the cross section showing the 3rd example of this invention. 

[Drawing 4] It is the cross section showing the 4th example of this invention. 

[Drawing 5] It is the cross section showing the 5th example of this invention. 

[Drawing 6] It is the cross section showing the 6th example of this invention. 

[Drawing 7] It is the cross section showing the 7th example of this invention. 

[Drawing 8] It is the cross section showing the octavus example of this invention. 

[Drawing 9] It is the cross section showing the 9th example of this invention. 

[Drawing 10] It is the cross section showing the 10th example of this invention. 

[Drawing 11] It is the cross section showing the 1 1th example of this invention. 

[Drawing 12] It is the cross section showing the 12th example of this invention. 

[Drawing 13] the conventional injection molding -- it is the cross section showing metal mold 

[Drawing 14] the conventional press cure fabrication — it is the cross section showing metal mold 

[Description of Notations] 

1 Golf Ball Manufacture — Public Funds Type 

1 a Punch 

lb Female mold 

2 Cavity 

1 1 Porous Material 

12 Breakthrough or Slit 

13 Surface Layer 

14 Support Object 

15 Opening Section 

16 Air Hole 

17 Interlayer 

18 Middle Aeration Section 

19 Metal Mold - Equipment 

20 Flueway 



[Translation done.] 
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CLAIMS 



[Claim(s)] 

[Claim 1] the interior -- hollow — the golf ball manufacture which forms a spherical cavity - public 
funds - type -- setting ~ the above - the whole metal mold or a part - a three-dimensions detailed free 
passage - the porous material which has a hole - this free passage - the golf ball manufacture 
characterized by a hole forming in cavity space possible [ a free passage ] - public funds — type 
[Claim 2] Metal mold according to claim 1 which formed the whole metal mold by the above-mentioned 
porous material. 

[Claim 3] Metal mold according to claim 2 which turns outside the porous material of two or more 
layers which has the detailed run through-hole of a mutually different aperture, and was made to carry 
out a laminating one by one from the cavity side. 

[Claim 4] Metal mold according to claim 1 which carried out the laminating of the surface layer which 
consists of nonvesicular material which formed the breakthrough or the slit on the cavity side front face 
of the subject which consists of this porous material while forming the subject of metal mold by the 
above-mentioned porous material. 

[Claim 5] Metal mold according to claim 4 which prepared the opening section through the support 
object between the subjects which consist of a surface layer which consists of the above-mentioned 
nonvesicular material, and the above-mentioned porous material. 

[Claim 6] Metal mold according to claim 1 which carried out the laminating of the surface layer which 
consists of the above-mentioned porous material on the cavity side front face of this subject while 
forming the subject of metal mold by the nonvesicular material which prepared two or more air holes. 
[Claim 7] Metal mold according to claim 6 which prepared the opening section through the support 
object between the subjects which consist of a surface layer which consists of the above-mentioned 
porous material, and the above-mentioned nonvesicular material. 

[Claim 8] Metal mold according to claim 1 which carried out the laminating of the interlayer who 
consists of the above-mentioned porous material on the cavity side front face of this subject, and carried 
out the laminating of the surface layer which consists of nonvesicular material which formed the 
breakthrough or the slit on it further while forming the subject of metal mold by the nonvesicular 
material which prepared two or more air holes. 

[Claim 9] Metal mold according to claim 1 which was filled up with the middle aeration section which 
turns into the opening section which carries out the laminating of the surface layer which consists of 
nonvesicular material which formed the breakthrough or the slit through support material on the cavity 
side front face of this subject while forming the subject of metal mold by nonvesicular material, and is 
formed between the above-mentioned subject and a surface layer from the above-mentioned porous 
material, and prepared the air hole which is open for free passage with this middle aeration section in the 
ab ove-menti one d subj ect . 

[Claim 10] Metal mold according to claim 1 filled up with the aeration section which consists of the 
above-mentioned porous material in the above-mentioned air hole while forming the whole metal mold 
by the non-aeration material which prepared the air hole. 
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[Claim 1 1] the interior - hollow - the golf ball manufacture which prepared the support pin which 
supports the core arranged in this cavity while forming a spherical cavity possible [ an attitude ] - public 
funds - type ~ setting — the above-mentioned support pin - a three-dimensions detailed free passage - 
the golf ball manufacture characterized by forming by the porous material which has a hole ~ public 
funds — type 

[Claim 12] The claim 1 whose porous material is a porous material chosen from the foam of the sintered 
compact of a metal or ceramic powder, a thermal-spraying object, a metal, or a ceramic, or metal mold 
of 1 1 given in any 1 term. 

[Claim 13] the method of supplying the molding material for golf balls in the cavity of metal mold, and 
manufacturing a golf ball — setting — the above - the manufacture method of the golf ball using metal 
mold given [ as metal mold ] in a claim 1 or any 1 term of 12 



[Translation done.] 
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